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(Currently Amended) A 
steps of: 

moving a suction section, 
section in which a plurality of the 
same time, 

sucking the electronic pa 



ectronic parts mounting method, comprising the 



including a plurality of suction nozzles, to a parts supply 
electronic parts are stored so that they can be sucked at the 



stored in the parts supply section onto the plurality of 




suction nozzles at the same time; £nd 

mounting the sucked parts bn a board, 



wherein the suction nozzleslare classified into groups according to their shift amount a 

10 shift amount of the suction nozzles in each group , a first group including the suction nozzles 

1 1 having a the shift amount of the suction nozzles in each group are within an allowable range 

12 for simultaneous suction, and a second group including the suction nozzles e ach involving 

13 having a shift amount outside the allowable range for in which simultaneous suction is 

14 possible ar e set in a diffe r ent g r oup , 

1 5 and then the parts are sucked at the same time at each group. 
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(Currently Amended) A The park mounting method according to claim 1 : 
wherein the shift amount is define^ between the parts sucked by the suction nozzles 
and the suction nozzles. 
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1 3. (Currently Amended) Electronic parts mounting method, comprising the steps 

2 of: 

3 moving a suction section, including a plurality of suction nozzles, to a parts supp ly 

4 section in which a plurality of the electronic parts are stored so that thev can pe sucked at the 

5 same time, I 

6 sucking the electronic parts stored in the parts supply section onto thelpluralitv of 

7 suction nozzles at the same time; I 
/^^__ mounting the sucked parts on a board, 1 

9 wherein the suction nozzles are classified into groups according to a stjift amount of 

10 the suction nozzles in each group, a first group including the suction nozzles having a shift 

1 1 amount within an allowable range for simultaneous suction, and a second groop including the 

12 suction nozzles having a shift amount outside the allowable range for simultaneous suction, 

13 and then the parts are sucked at the same time at each group: I 

14 wherein the shift amount is defined between the parts sucked by the suction nozzles 

15 and the suction nozzles; and 1 

16 The parts mounting method acco r ding to claim 2 further comprising; 1 

17 a step of calculating a position correction value of each suction section according to 

1 8 the shift amount at each group classified, 1 

1 9 wherein the parts are sucked at the same time at each group after correcting a position 

20 of each suction section by using the position correction value. J 
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4. (Original) The parts mounting method according to claim 3, 

wherein the position correction value of the suction section is an average op the 

maximum and the minimum of the shift amount, 

wherein the shift amount is defined between the center of each suction nozfele and the 

center position of a part at a parts suction position. 



1 5. (Currently Amended) Electronic parts mounting method, comprising the s^eps 

2 of: 



moving a suction section, including a plurality of suction nozzles, to a parts 



section in which a plurality of the electronic parts are stored so that they can be sue 



supply 



^ed at the 
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same time, 

sucking the electronic parts stored in the parts supply section onto the plurality of 



suction nozzles at the same time; 

mounting the sucked parts on a board, 

wherein the suction nozzles are classified into groups according to a shift ambunt of 



the suction nozzles in each group, a first group including the suction nozzles having 



a shift 



amount within an allowable range for simultaneous suction, and a second group incli iding the 
suction nozzles having a shift amount outside the allowable range for simultaneous syction, 
and then the parts are sucked at the same time at each group; 

wherein the shift amount is defined between the parts sucked by the suction ncfezles 
and the suction nozzles; 

The p arts mounting m e thod acco r ding to claim 2 further comp r ising 
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17 the ste p s of : / 

1 8 detecting each position of a plurality of the suction nozzles; and / 

19 calculating a shift amount according to the each position detected, / 

20 wherein the shift amount is defined between a center position of the suction nozzle 

21 and a center position of the parts at the point where the parts are sucked. j 

1 6. (Original) The parts mounting method according to claim 5, 

2 wherein the center position of the suction nozzle is detected after recognizing a tip 
f^S^ face of each suction nozzle. 1 

1 7. (Original) The parts mounting method according to claim 6, J 

2 wherein the center position of the suction nozzle is detected after plaaing an 

3 inspection jig on each suction nozzle. I 

1 8. (Original) The parts mounting method according to claim 3, 1 

2 wherein the shift amount is between the center of each suction nozzle ind the center 

3 of a part, \ 

4 the shift amount is found by a parts recognition unit for recognizing thelsuction state 

5 of the part onto the suction nozzle, and \ 

6 the groups of the suction nozzles and the position correction value of the suction 

7 section at each group are changed according to the shift amount, \ 

8 wherein the parts are suck simultaneously at each of the groups. \ 
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1 9. (Currently Amended) The parts mounting method according to claim 1, 

2 wherein the plurality of suction nozzles are classified into a specific g r ou p onejbf the 

3 first group and the second group in order to suck the parts, 

4 wherein, at th e suction nozzles said each group classified, errors for suction hive 

5 occurred exceeding an allowable a predetermined number of times or the parts suctipn ratio 

6 is less than an allowable a predetermined value. 
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10. (Currently Amended) The parts mounting method according to claim 1 furtper 
comprising: 

selecting a f e ature to s e lect a mode of allowable range for simultaneous suction from 
several modes; and 

setting a featu r e to set the selected mode in order to classify the suction nozzles into 
several groups according to the modes, 

wherein the modes are divided into several ranks between a mode for giving high 
priority to productivity and a mode for giving high priority to parts suction ratio. 

1 1 . (Original) The parts mounting method according to claim 2, 
wherein the shift amount between the center of a part at a parts suction position and 

the center of each suction nozzle, 

and the shift amount is corrected by changing a feed amount of the parts fj-om the 
parts supply section. 



12-16. (Withdrawn) 
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